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Comment: LANDING GEAR RESOURCE 
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2-0pen 
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cutting flui 


3-Countersink 
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cutting fluid 


4-Deburr and blowout 
all chips from inside of tube 
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holes to 0.208". Oeburr 


8-0rill pilot holes for Tow ring using OT8091, open to .640"and Oeburr 


5-0rill holes for wearplates using OT 8217 & OT8937 Open holes to 19/64", adjust stopper not to hit 


web.Oeburr 
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AIR 
Aluminum Rod 
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3-Weld crossbolt spacers 02579 as per Owg. 02580 and QSI 004. 
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STEP 
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BOLT SPACER 
PLUG 
O-RING 
205 WEB 
AFT CAP 
WEARSHOE 
WEARS HOE 
WEARSHOE 
WEARSHOE 
GASKET 
GASKET 
GASKET 
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BOLT 
BOLT 
WASHER 
WASHER 
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NOTES: 


1) 
TOLERANCES 
ARE PER DART aSI 
018 UNLESS 
OTHERWISE 
NOTED 
2) 
ALL DIMENSIONS 
ARE IN INCHES 
3) 
INSERT 
02596 
WEB TO LOCATION 
SHOWN 
OFF AFT END OF SKIDTUBE 
AND 
BOND 
WEB 
INTO OUTER 
TUBE WITH 
NON-STRUCTURAL 
SIKAFLEX-241 
ADHESIVE 
PER 
DART aSI 
015 BEFORE 
BENDING. 
ENSURE 
HOLES 
LINE-UP. 
4) 
BEND AS A SMOOTH 
RADIUS 
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CENTERLINE 
RADIUS 
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60 AND 
ENDING 
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RADIUS 
OF 30. A MAXIMUM 
REDUCTION 
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IN DIAMETER 
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OF THE TUBE. 
SHOP COPY 
5) 
USE DART DRILL TEMPLATE 
TD2577-205 
TO LOCATE 
AND DRILL 
00.297 
HOLES 
FOR 
RETURN TO 
WEARSHOE 
INSERTS. 
INSTALL 
ALS7 -1032-130 
PER SECTION 
0-0 
(50 PLACES) 
AFTER 
ENGINEERING 
FINISH. 
INSTALLAN3C4A 
BOLTS 
AND AN960C10L 
WASHERS 
WITH 
SIKAFLEX-241/- 
UNCONTROLLED 
COP ( 
291. 
6) 
WELDING 
TO BE DONE 
PER DART aSI 004. 
SUBJECT TO AMENDMEN 
. 
7) 
FINISH: 
WITHOUT 
NOTICE 


SEE NOTES 
ON 
\Ve?iJ~".PlhRf~ 
PAGE 2 FOR 02580-041 
AND 
N~ l" .~'1Un 
PAGE 3 FOR 02580-045 
"-Y.:T- 
8) 
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02594-1 
PLUG elW 02594-3 
O-RING 
IN HOLES 
MARKED 
'P' (BOTH 
SIDES 
OF 
TUBE) AFTER 
FINISH 
(16 PLACES). 
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AN3C4A 
BOLT 
(1) 
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AND 
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PERFORM 
THE 
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4.3 
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PAINT AS INDICATED PER DART QSI 005 
4.4 
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51.340 
5.338 
(REF) 


1.0 
DISTANCE 
BETWEEN 
HOLE 
AND 
TANGENT 
POINT 


Cl1P'IIIllIlFO'''sr 
__ 
1JD. 


nus 
DOCUMENT 
IS 
PRIVATE 
NolO 
CONFlDENTlAL 
AND IS SUPPUED 
ON THE EXPRESS CONomON 
THAT IT IS NOT TO BE USED FOR Nt( 
PURPOSE 
OR 
COPIED 
OR 
COMMUNICATED 
TO Nff 
OTHER 
PERSON 
Wln-{OUT 
WRITTEN 
PERMISSION 
FRO'" 
DART 
AEROSPACE 
lTD. 


38.0 


REFER 
TO OETAIL A 
N 


37'S0 
DISTANCE 
TO AFT END 
OF 02596 
WEB 
&ffi 


oETAll F 
SCALE 5:24 


SEE 
NOTE 
ii) 


SEAL 
WITH 
SIKAFlEX-241/-291 


SECDON H-H 
SCALE 5:24 


OETHl G 
SCALE 5:24 


AN3-SA 
BOLT 
(1) 
AN96OJD10L 
WASHER 
(1) 
(2 
PLACES) 


02B55 
CAP 


ii) 


c: 
z 
~ ~.40 
o 
o:l(l 
fi 


's.::::€iiiO 
O::jqz~::e~ 
::t 
-l(..jtrl::t: 
, ~~b6z~~ 
Vo 
:> r 
1'1 
'" 
1"'.02579 
SPACER 
~;:oz~r!fZo 
.~"~ 
Q 
!:;J m ::::25 " 
AFTER 
ORlWNG 
AND 
BENDING 
ASSEMBLY 
03566-1 
==-::-... 
~ 
~ ~ 
2i a ~ 
.-< 
PERfORM 
THE 
fOLLOWING 
fOR 
.0.508 
HOLES 
ONLY; 
e...._ 
.• 
,"" ro $: (l 
02596 
WEB 
(REF) 
1. CIWlFER 
HOLE 
0.050 
X 45' 
) 
' 
'"!' 
") 
~: ~~N'i~5Jt~~~&~~~LAr::~~ 
-_ •....,.,.....• 
_~•.....••-',.. 


:s~ALS7-~2;;3~~i~l 
4. 
C'BORE 
02579 
SPACER 
TO 110.437 
X 
1.00 
DEEP 
\...03564-11 
& 
AN3C4A 
BOLT (1) 
. 
AN9SOCIOL 
wASHER 
(1) 
02580-045 
NOTES 
(SO 
PLACES) 
i) 
FINISH: 
ACID ETCH, ALODINE PER DART OSI 005 
4.1 
PRIOR TO INSERTING D2596 
WEB 
POWDER COAT ENTIRE ASSEMBLY GREEN (REF. 4.3.5.8) 
PER DART OSI 005 
4.3 
BLACK ANTI-SKID 
PAINT AS INDICATED PER DART OSI 005 
4.4 
IT IS ACCEPTABLE TO GRIND A RELIEF IN THE D2855 
AFT CAP TO PREVENT INTERFERENCE 
WITH THE SPACER AT THIS LOCATION 


-, 
- - - 
.. 
) 


NO.\J'~ 
AWS D17.1.2001 
QUALIFICATION TEST RECORD 


Name: 
~~. 
£\\,& 
Job number:_q.•..•i;~;'\....,5 
••••.--'-~~~ 
_ 
Part number: baP4 
bS'SQ..\\ 
Description: 
8Q4 
J ..;)0$ 
4. ,6 
:l~ 
Welding Process: Tig[....y Mig[ ] 
Base materiel:..J 
~ \"""""""'\ 1"'\ \'-'L!'!"" 
Current: 
AC[J] 
DC[ 
] 


.TEST REQUIRE:MENTS 
AND RESULTS 


Visual: 
Penetration: 


UNACCEPTABLE 


pass[vi 
fail[] 
pass["'J 
fail[] 


Cracks: 
Undercut: 
Pin holes: 
Overlap (cold lap) 
Porosity (surface): 
Coloration: 
. 


pass[v! 
pass[~ 
pass[/tj 
pass[ 
pass[ 
. 
pass~ 


fail[ ] 
fail[ ] 
fail[ ] 
fail[ ] 
fail[ ] 
fail[ ] 


Qualifier 


"Welder- 


Date of Test Coupon ~a\..\ 


Date of Test Coupon Of,q-Q7dL/ 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


e. 


H:\FORMS\Production\approved.prod.\ 
Welding Coupon.Rev.A 


